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(54) Door- or window casing and e 
proo663 for Its manufacture 

(67) An extruded casing of thermo- 
plastics material is intended to be 
fastened to e support by pressing a 
gripping means 6 arranged on a 
main part of the casing into a , 
groove or recess in the support. The 
casing enables the achievement of 1 
improved properties with respect to 
appearance and sound absorption 
since the main part of the casing is 
made of foamed thermoplastics 
material while the gripping means 
is made of a stiffer thermoplastics 
material than the main part. The 
materiai of the main part can con- , 
tain e.g. wood flour as a filler. 
Furthermore, the material of the 
gripping means can be made stiffer 
than the material of the main part 
by not being foamed. The casing 
can be manufactured by co»extru» 



sion of the two material and is 
particularly suitable for tise as a 
casing In doors and windows. 
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SPECIFICATION 

Door- or window eating and a process for 
Its manufacture 



The present Invention relates to an extruded 
casing of thermoplastics materials, said casing 
being of the kind that Is Intended to be 
fastened to a support by pressing gripping 

1 0 means arranged on the casing Into a groove 
in the support surface. The Invention further 
relates to a method for the manufacture of 
such a casing by extrusion. 
Mouldings which are fastened by pressing 

1 5 Into grooves in a support are now widely used 
in building projects. Compared with strips 
which e.g. are fastened by nailing they offer a 
^considerably simpler and faster mounting, and 
ateo dismounting if replacement is necessary. 

20 The strip is also spared the risk of being 

damaged at the mounting which reduces ca*» 
sation end also reduces requirements on sub* 
sequent treatment. However, for fastening 
into the groove of the support a tap or other 

25 gripping means of sufficient stiffness as well 
as sufficient elasticity is required in order to 
permit both a simple insertion and a secure 
fixing after the insertion. Wood, which is the 
traditional material for mouldings, lacks suit- 

30 able elasticity properties for this purpose and 
strips intended to be fastened by pressing are 
thus generally made of thermoplastics which, 
besides suitable elasticity and strength proper* 
ties, are also advantageous In that they can be 

35 shaped and produced in any desired lengths 
by extrusion. The use of plastics materials 
involves disadvantages, however. Thus, the 
materials have an appearance and a structure 
which sometimes makes h difficult to combine 

^0 the strips with other building materials such 
as wood. At minor plays plastics materials 
cause more noise and rattling than corre- 
sponding wood-based products and slight 
plays are more frequent when pressing is 

45 used as a method of fastening than when 
nailing is used. These problems are 
particularly annoying when the strips are to be 
used as casings in doors and windows (for 
one thing because there they ere subjected to 

50 frequent blows, hits and vibration). 

According to the present Invention the cas- 
ing comprises s main part formed of foamed 
thermoplastics material and, attached thereto, 
a gripping means formed of a thermoplastics 

65 material stiffer than that of the main pan. 
By forming the main part of the casing of 
foamed thermoplastics material a number of 
advantages are obtained. The casing will be 
softer than when un-foamed material is used 

60 and this means that it more easily adapts Itself 
to the surface, which par $e means that the 
casing gives an improved sealing and practi- 
cally eliminates rattling. The gas inclusions of 
the foamed material are strongly sound od- 
es sorptive and possible sound and vibrations are 



thus efficiently absorbed by the casinfa itself. 
According to a particularly preferred dmbodi* 
ment, the plasties material contains alfiller, 
especially wood flour, which reduces jsome 

70 negative effects in fires, further improves the 
sound absorption and makes adaptation of the 
appearance of the plastics casing to that of 
other building materials possible, particular 
with respect to different wooden materials by 

75 conferring on it an appearance similar- to that 
of wood. 

By using another material for the dripping 
means of the casing and by selecting this 
from thermoplastics stiffer than the nWerial of 
i 80 the main part of the casing, several 4dvarv 
tages are also gained. The gripping rheans 
has suitable elasticity and stiffness properties 
for fastening in grooves. The thermoblastics 
material of the gripping means mekep it possi- 

85 ble to produce the two parts of the cjastng 
together by simultaneous extrusion afnd fixing 
of the two parts together can be achieved by 
fusing them together. According to a* 
particularly preferred embodiment, tfte gripp. 

90 ing means is formed of the same plasties 
material as the main part of the casing but is 
made stiffer by being leas foamed or 1 not 
foamed at all. By this means production is 
further facilitated; ease of melting between 

95 the parts and subsequent durability (s in- 
creased by the similar physical and chemical 
properties. 

According to a particularly preferred embod* 

« lm * nt ' th6 maln P fift °* tne casing id provided 
100 with a groove or recess and the gripbing 
means extends from the groove or recess out 
from the main part of the casing. ThSs design 
improves fixing between the parts, rhaterial 
coemption for the gripping meand b re* 
105 duoed and production is simplified ejs the 
groove or recess forms a mould in vfhich the 
material of the gripping means can easily be 
moulded. 

A suitable method for the production of a 

1 10 casing according to the present invention is 
extrusion of the product by co-ewuping the 
parts of the casing of different materials. By 
co-extruslon the entire product can be pro- 
duced in one working step and mutual fixing 

1 1 5 of the parts by melting can automatically be 
obtained by the melting and settinglphases 
comprised within the extrusion prodess. In 
order to obtain a uniform composition of the 
material in each part of the casing dnd to 

1 20 avoid stresses in the finished product the 
material of the gripping me*ns ia suitably fed 
from the die at 8 higher speed than! the 
material of the main part of the casing, 
whereby, among other things, compensation 

125 can be made for differences in expansion of 
the parts. 1 

Aa has been mentioned, the malrt part of 
the cosing should be made of foembd thermo- 
plastics material. Many thermopiasAcs 

1 30 materials have properties suitable fir a casing 



i 
i 
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according to thepreae^t Weritlon, jpoly- 
ethylene or ABS^pla^ic?. ^Polyvinyl chloride has 
been fiiind ^ hay^ 

ertlos > f or 'the prese nt purpose* especi ally rig id 

5 pojyyfi^ ^loride>*rhictns entirely free fronri 
added^plasticfcer^M^ of different'iKer- 
moplastics car of course be used if so de- 
siredV The^hermpplwtics materia) mayjbe 
foamed in "& known rnin her eby tl% IddWiw of 

10 a substance which is giified at preasw 
release or at an elevated temperaturo, such as 
e.g. azpdicarbonamide. A suitable dagrae ; of 
expansion of the plastic Is a volume Increase 
of between 1 ,25 and 6 times the unexpended 

1 5 volume preferably between 1.6 and 3.5 
times, the uhexpanded volume. It is preferred 
to mix the plastic with e filler in order to get 
advantageous effects with appearance and 
sound absorption properties (among other 

20 things). A number of known brganlc:and f 
inorganic fillers can be used, e.gf pigment. A 
particularly preferred filler for the above-stated 
' purposes Is woo& flour; 1 tb 40 per cent by 
weight b a suitable f il jer jcontent, arid the 

25 content fc' preferably 2 to 20 per cent by 
weight. v iU - ; _ 

The gripping means are also made of ther- 
moplastics material but they are made of a 
stifferj materia! than that which Is used In the 

30 main part of the casing in order to get suitable 
elasticity and strength so that the gripping 
means, by pressing egslnst the walls of a 
groove in the support surface, can fasten the 
casing to the support. Suitable thermoplastics 

35 materials are' the same a 

tipned as suitable for the main part df the 
casing, polyvinyl chloride being also preferred 
for the gripping means, especially rigid polyvi- 
nyl chloride as mentioned, above. It Is pref- 

40 erred, but not necessary, that the same plas- 
tics material be used for both; th^ main part 
and the gnpplnjj means 
nents at least contain the same plastics ' 
material. Increased stiffness of the gripping 

45 means can be achieved by selecting a filler 
whic^h gives an Increased stiffness, by a lower 
degree of foaming or by a combination of 
these steps. It Is preferred that increased 
stiff neia be achieved by a lower degree of 

SO foarriing and the material of the gripping 
means is preferably not foamed at all. it Is 
further preferred that the filler content Is low 
and preferably Wo filler is tiied. On-formed 
and un-flfied polyvinyl chloride has thus been 

55 found to function satisfactorily, ZZh'". 
, ; The tlwmopla^ of both the cas- 

ing end rts gripping means can of course 
contain known additivei ^ such as plgmerits. 
stabilizers etc, 

60 The d&ign of the main pari of the casing is 
dependent on t KeHnrohded.^se .pf the casing, 
and. as many fields of application can be 
considered, the shape can vary In many ways 
which per se arV prevlousiy known for strips. 

65 After mounting, the casing as a rule has a 



permanent putwardl^ turned suriace ariti a 
surface permanently turned towards thtfaup- 
pprt surface, The apace, between the out- 
wardly turned surface end the support <|an be 

70 totally filled with theVmateriatof the main part 
of the casing to give a solid casing. Ait^rria- 
tlyoly, the outwardly turned surface cart be a 
sh(Bll leaving a space be^ 
tt#*up^^ kind :^tm main 

75 part of the casing is f^r^e^red material 
consumption and weight aM then redu^d . 
The use of thermoplastics ^ materials pertnits a 
design of this' kind without neglecting de- 
mands on strength and Without maWnfl the 

80 production process more dmcurt. Noisf prob- 
lems can increase when the casirig Is made 
(ess solid but this is efficiently compen^ted 

, for In the present case as the casing bfithe 
invemion has good sound ebsorptlon pfpper- 

85 ties. The space between the shell acid the 
support ^ p>^S>iy v emp^ but cap fori pertain 
purposes be filled with a material othaHthan 
of the shell, e.g. a special sound absbfitive or 
thermal insulation material. 
90 shelfcfbrmed casing of this kind suable for 
many purposes Is an essentially O-shaded 
profile, whereby the legs of the uyrdffle ere 
intended to bear a the support jvyftile the 
bottom is turned outwards. In order to iget 
95 good contact of the outwardly turned surfaces 
of the'legs against the support whh suih a 
profile (regardless of rnlnbr^ 
support surface) It is appropriate to bevel the 
contact surfaces of the legs to the support to 

1 00 make them Incline somewhavtpwerds.the bot- 
torn cif jthe profile, tri e sh«M(fCorm^f^i6t> of 
this profile, the gripping me 
bly joined to one of the legs. For special 
purposes, the\ gripping *neans can also; be 

1 05 joined to, the bottom of the profile arid 'the 
second leg pf the profile can also be provided 
with u gripplirig ^ rrieans. Is then prefen*d to 
Increase the thickness of the material some- 
what at the join. For solid casings the bripp- 

1 10 ing means can be positioned more fredly but a 
positioning at one side is also preferred Jn 
these cases; It is preferred that the prdfiie, 
indepehdenttyvbf the design of the mauipart 
of the casing, has a constant cross aeaion 

1 1 5 over its length in order to make production by 
extrusion as easy as possible. 

The design of the gripping .means isi deter- 
mined by its function as fastening mains to 
.. the support. In, general, it Is not possible to 

1 20 expect suitable elasticity properties In the sup- 
port but the gripping means should hay© 
suitable elasticity and stiffness properties in 
order that it. after moderate defbrmatipri when 
the pressed into the groove, will exert !a ; 

125 pressure on the walls of the groove arid 
thereby contribute to the fastening. It is also 
possible that the groove can have a widened 
area J at the bottom thereof where the Bower 
part of the gripping means can expand and 

1 30 grasp the upper part of the widened area. It 



15/11/96 13: 1? RftUQRTO MOSS & COOK 8181 7600055 NO. 069 



P005/018 



GB203614&A 



is, however, also required in this case that the 
gripping means be flexible to make the actual 
insertion possible. 
The gripping means can be designed In 
5 several ways, e.g. with one part of even 
thickness* having a width somewhat larger 
than the width of the groove In the support, 
which part b inserted in the groove: ft Is 
however preferred that the gripping means be 

10 designed with a stem considerably narrower 
than the width of the groove, which stem has 
protruding branches on one or both sides 
thereof so that the entire width of the gripping 
means is somewhat larger than the width of 

1 5 the groove. The branches are suitably Inclined 
somewhat backwards towards the main part 
of the casing so that they, like barbs, permit 
simple insertion of the gripping means but 
require a greater force to be exerted when this 

20 is pulled out. A suitable way of providing a 
barb of this type is to make the end of the 
stem fold backwards in the direction of the 
main part of the casing to form a kind of 
hook. The stem can optionally also be pro- 

25 vided with one or several additional branches. 
The ends of the branches should have sharp 
edges to function satisfactorily as barbs. The 
width of the grooves in the support can vary 

W, L " ide u P lte ' e -9- the Y ca " b « between 1 
w and 10 mm, but are usually between 2 and 6 
mm. The width of the stem should be be- 
tween 10 and 60 per cent of the width of the 
groove, preferably between 20 and 40 per 
cent, and should in absolute dimensions not 

entire width of the gripping means should be 
between 1.05 and t.5 times the width of the 
groove preferably between 1.2 and 1.4 times 
: the width of the groove. The length is deter- 

4tf mined by the depth of the groove but h 
preferably between 1 and 3 times the width 
of the groove, most preferably between 1.5 
and 2,5 times the width of the groove. 

>ik ♦ gapping means is preferably attached 

«p to the main portion of the casing by fusion or 
by mechanical Joining into grooves in the 
latter. Fixing by melting can be achieved on a 
plane surface of the main part of the casing. 

e« ? n 8 p8rt ,n c °ntact with the support. 

50 Mechanical attachment should be carried out 
by designing the gripping means and the 
mam port with a groove and tap, preferably 
the mam pert being designed with a groove 
wherein the gripping means extends from the 

bb intenor and outwards. The inner part of the 
groove should be enlarged or bent and the 
gripping means designed corresponding ther- 
eto to give improved mechanical attachment. 
The groove should be designed so that the 

ou gripping means cannot turn therein (whioh 
can be achieved by a suitable design of the 
inner part of the groove or by making this 
sufficiently deep so that it will support the 

a<5 £ flf i 09 "l eana a,ong 0 substantial length). It 
55 is preferred to combine fusion and mechanical 



attachment for fixing in such a manner that a 
design with grooves according to the* above is 
utilized at the same time as provision] is made 
for melting during moulding plasties Werlal 
70 into the groove. Satisfactory fixing, dood resi- 
lience and a reduced tendency to plSy be* 
tween the parts is thereby obtained. If the 
gripping means is displaced towardalthe side 
of the main pBrt of the casing H ft suitably 
75 directed so as to protrude slightly sWnting 
towards the middle of the strip so thjrt after 
insertion in a groove, which b at right angles 
to the support, e torsional moment irises 
which makes the other side of the casing bear 
50 on the support with a degree of pressure. 
When the gripping means is posMoried fuN 
ther towards the middle of the main 'part of 
the casing, the means should be positioned 
more at right angles to the main part of the 
85 casing and to the support. 

The casing of the invontlon is adabted to 
the manufactured by extrusion and as h com- 
prises two different materials it is preferred to 
cm xtrude these to form the finished product. 
90 At least two different dies for the twb 

materials are employed thereby, It i$ of course 
also possible to employ additional dies if fur- 
ther materials are Involved, such as <e.g. cover 
or insulation material. If, as is preferred, the 
»o gripping means is made stiffer than^he 
material of the main portion by not being 
foamed or foamed to a lower degre^, the two 
materials will perform differently in the con- 
* #sa text of the extfusi °n. The material of the main 
1 00 part will expand more than that of the gripp- 
ing means after extrusion and this rheans that 
relative movement between the materials dur- 
ing some psrt of the production process can- 
not be avoided. The foamed material will 
105 swell both in axial direction, parallel to the 
extrusion direction, and in the radial direc- 
tions, at right angles to tho extruaioh. In the 
axial direction it is possible to chooio. during 
1 *r> ^°» uction » between extrusion of thfe material 
1 10 of the gripping means at a speed, virhen h 
leaves the die, which is slower tharf that of 
the finished strand and e.g. the sanHe as the 
speed of the material of the main pbrt when 
this leaves the die (which means th&t the 
1 1 5 material of the gripping means will 'be 

stretched during the expansion) eruj extrusion 
at speed, when h leaves the die. exceeding or 
the same as that of the main part vfben this is 

i <m 2 xpan & d {wWch mw * tn8t th * Wf« materials 
1 20 have different speeds after having Baft the 
dies) It is preferred that the material of the 
gripping means be extruded at a adeed which 
at least corresponds to that of the material of 
, « c th ? . main P 8rt Bh * r «xpansfon as this gives a 
1 25 minimum of influence on the shap$ of the 
gripping means. It being easy to calibrate the 
material of the main part to the right shape in 
a subsequent calibrating instrumenlt and rela- 
<>a movements during the first stabe after the 
1 30 extrusion not causing any great harm (on the 
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contrary, they can make fusion between the 
parts somewhat more efficient). It is further 
preferred that the speed of the material for the 
gripping means be somewhat greater than the 

5 one mentioned above when it leaves the die. 
and preferably between 1 and 1 0 per cent 
above this sptsd in order further to enhance 
these effects and compensate for the thick* 
ness of apparatus material between the dies, 

10 for filling the space which Is formed between 
the dies near the contact area. The material of 
the main part will also expand faster than that 
of the gripping means in the radial direction, 
at right angles to the extrusion direction* In 

1 6 the contact area between the two parts, the 
material of the gripping means will thus tend 
to be stretched, which can often be tolerated 
if the material fed for the gripping means is 
made to endure the stretching, e.g. by a 

20 sufficient thickness of the extruded part or by 
an increased feeding velocity for the material 
of this part. It is, however, preferred that 
stretching in the radial direction be limited in 
some way and suitably so that the contact 

25 area between the pans has about the same 
appearance and size in the finished product as 
immediately after extrusion. This is suitably 
achieved by an efficient fusion of the parts 
immediately after the extrusion. It is also 

30 preferred that a calibrating tool is used, which 
tool is designed in such a manner that the 
region at the contact surface between the 
parts is compressed or fixed In the instrument 
to a shape essentially corresponding to the 

35 shape as it is when the materials leave the 
extruder. A certain excess of material feed to 
the gripping means in the region of the con- 
tact area, preferably as a velocity surplus of 
between 1 and 10 per cent is suitable, even if 

40 expansion In this area is limited. Such a 
surplus Is suitably limited to the contact area 
in order to improve the mutual contact be- 
tween the parts without influencing the supply 
of material for the other parts of the gripping 

45 means. It is preferred that the extrusion Is 
carried out at such a temperature and with 
such a feed speed, e.g. with an excess as 
above, that melting takes place as early as 
possible since this both improves the fixing 

50 and limits the above-mentioned stretching of 
the material of the gripping means as has 
been indicated above. Early contact at a high 
temperature can in a conventional extruder be 
obtained by moving the last part of the wall 

55 between the two dies so that the materials ere 
brought into contact with each other before 
they entirely leave the forming apparatus, 
whereby they are contacted at a higher tem- 
perature than they otherwise would be. In 

60 other respects the manufacture may be carried 
out according to customary extrusion technol- 
ogy, e.g. at a temperature of about 1 80T for 
polyvinyl chloride and at a production speed 
o/ e.g. between 1 and 20 meters of product 

65 par minute or preferably between 5 and 10 
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meters per minute. 

Thus, the invention provides a method for 
the manufacture of a casing of the invention 
comprising an extrusion process whereih the 

70 main part of the casing is extruded in a 

manner known per so from a first die td which 
a thermoplastics material with added foaming 
agent is fed and, substantially simultaneously 
with the extrusion of the main part, the' gripp- 

75 ing means is extruded from a second die to 
which is fed a thermoplastics material v^hich 
is stiffer than the thermoplastics material fed 
to the first'die (when compared in the Solidi- 
fied state). 

80 Prom what has been said above, it rr*sy be 
concluded that suitable equipment for the 
manufacture of the product of the invention 
usually comprises a conventional extrucfer for 
thermoplastics materials with the conveyance 
85 and heating means supplemented whh 'corre- 
sponding means for a second thermoplastics 
material, an extruder head for substantially 
parallel conveyance of the two materials, an 
apparatus for forming of the materials And a 
90 calibrating instrument arranged at some dis- 
tance from the apparatus for final shaping of 
the extruded product. There is preferably a 
space of between 1 and 20 cm, more prefers* 
bly between 2 and 10 cm, between th* 
95 forming apparatus and the calibrating instru- 
ment. In which space expansion of the 
foamed plastic can take place. The forming 
apparatus suitably comprises at least vifQ dies 
for the two materials, between which there is 

100 a partition wall in the area of the aubsdquent 
contact surface of the materials. The partition 
wail is, as has been mentioned, preferably 
shorter than the apparatus itself so that the 
materials are brought into contact with each 

1 05 other before they leave the apparatus, the 
apparatus is further suitably designed to feed 
the material of the gripping means at e 
greater speed near the contact area thin at 
other parts, e.g. by making the die wall for 

110 this entire area of the gripping means ihort- 
ened, as mentioned above, and then prefera* 
bly alanting in the direction towards the end 
of the apparatus for the other parts of jhe 
gripping means. The calibrating tool is! prefer- 

115 ably, as mentioned above, designed ta give a 
fine adjustment of the shape of the casing as 
it is formed after free expansion, except for 
the region around the contact area whfcre the 
calibrating instrument contributes to limitation 

1 20 of changes in the contact area due to expan- 
sion. 

It wilt thus be appreciated that the invention 
includes apparatus intended or adapted for 
the performance of a method of the indention 

1 25 and comprising an extruder having conveying 
means and heating means for each of the two 
thermoplastics materials, an extruder head for 
substantially parallel conveyance of said 
materials and forming apparatus for fcfrming 

1 30 the extruded product. 
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The casing of the invention may be used in 
a manner customary for this type of casing. 
After cutting a suitable length of the extruded 
casing, this is pressed into the groove pro- 
vided for this purpose in the support. Gener- 
ally, the casing is held to the support by this 
means only, but there is nothing to prevent 
the use of other means for attachment e.g. 
nailing or gluing. It Is primarily intended that 
the casing, during production, be given a 
finish which makes after-treatment on the spot 
unnecessary. Such a finish is generally easily 
obtained with the meteriels used, the fillers 
and production methods. There is, however, 
nothing to prevent optional further treatment 
after mounting of the oasing such as polishing 
and painting. The casing of the invention is 
suitable for use -whenever the support and 
. application so permh. The casing of the inven- 
20 tion is particularly suitable for use in connec- 
tion with buildings (especially as a casing for 
windows and particularly for doors— <loor 
frames are often produced with a groove of 
standardized type and the casing of the inven- 
25 tion can advantageously be used for such 
frames). 

The invention will now be further described 
and illustrated by reference to the accompany- 
ing drawings, in which: — 

Figure 1 is a cross-sectional view of a 
preferred embodiment of the invention; 

Figure 2 is an enlargement of that part of 
the casing of Fig. 1 which constitutes the 
gripping means and its joint to the main part; 

Figure 3 shows the casing of Fig. 1 inserted 
between a wall and a door frame; 

Figur$ 4 shows the same view as Rg. 3 but 
with another type of fitting between the wall 
and door frame; 

Figure S is cross-sectional view of another 
embodiment of the invention; 

Figure 6 is a cross-9ectional view of yet a 
further embodiment of the invention; and 

Figure 7 is a cross-sectional view o*-a still 
further embodiment of the invention. 

In the different Figures of the accompany- 
ing drawings the same reference numbers 
have been used throughout for corresponding 
parts. " 

In Fig. 1 is shown a casing with a main part 
1 which is U-shaped and has an essentially 
plane bottom 2 and two iegs 3 and 4. The 
legs 3 and 4 have end-surfaces 5 which are 
bevelled, A gripping means 6 is fixed in the 
leg 4 so that h points towards the middle of 
the casing. As is best evident from Fig. 2. the 
griping means 6 comprises an essentially 
straight stem 7 which, at Its end In leg 4, is 
. enlarged to form a retaining part 8 for the 
80 gripping means (which pen 8 in this embodi- 
ment has an essentially circular cross-section). 
The part 8 fits into a corresponding recess in 
the leg 4 and the parts are fused at the 
contact surface of the materials. The part 8 is 
65 positioned in such a manner that leg 4 en- 
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compasses a part of stem 7 so that notation of 
gripping meena 6 eround part 8 Is prevented. 
The stem 7 is, at the end thereof rerhote from 
leg 4, folded backwards to form a h$ok- 

70 shaped barb 9 and stem 7 is further* provided 
with an additional backwardly turned branch 
or barb 10. The ends of the barbs 9<and 10 
are squarely cut to form sharp and Strong 
edges for efficient engagement in a groove of 

75 a support. The barb-shaped branch 40 further 
serves as a spacer for orientation of *stem 7 of 
gripping means 8 essentially etraJgNt in such 
a groove. 

Fig. 3 shows the casing of Fig. 1 inserted 

80 between a wali 1 1 and a door frame. 1 2 with 
gripping means 6 inserted in a groove 1 3. 
The legs 3 and 4 are in contact witft the 
support constituted by wall 1 1 and frame 1 2 
and their bevelled end-surfaces 8 sdcure con- 

85 tact between the outer parts of the 4nd- 
surfaces and the support. 

In Fig. 4 another relative position; between 
wall 1 1 and door frame 12 is showh. In this 
case the bevelled end-surfaces 5 sefcure linear 

90 contact between the outer parts of the legs 3 
and 4 and the support. In this poartl on of the 
casing with respect to the support, the gripp- 
ing means 6 will be more bent than in the 
. position shown in Fig. 3. but branch 10 

95 contributes to giving gripping means 6 an 
essentially straight position in groove 1 3 de- 
spite this. 

In Fig. 5 an alternative embodiment of the 
invention is shown in which the casing has 

100 only one leg 4 but is provided with- a ridge 14 
for contact with s particularly de«ighed sup- 
port. The gripping means 6 and itsljoint to leg 
4 have the same design as in Figs. 1 to 4. 
A further embodiment of the invention is 

105 shown in Fig. 6 in which the casing has a 
main pert 1 with a U-shaped crosa-iection. 
The gripping means does not have (a specially 
designed retaining part at its end nearest the 
main part 1 of the casing, being fi^od to the 

1 10 inner side of the leg 4 solely by fusion across 
a plane surface. Otherwise, grippin j means 6 
in this embodiment is designed as In Figs. 1 
to 4. 

In Rg, 7 is shown an embodiment wherein 

1 1 5 the gripping means 6 is not joined ito either of 
the legs 3 or 4 of the U-shaped me* in part 1 , 
but, instead, has a more central pojsition at 
the bottom of the profHe of the Casing. The 
stem 7 of the gripping means 6 is provided 

1 20 with a retaining part 8 at the end thereof fixed 
to the main part 1, the retaining p6rt 8 in this 
case being designed as a fold-back! of stem 7, 
This part 8 and part of stem 7 are inserted 
and fused within an enlarged part 1 5 of the 

125 bottom 2. The gripping means 8 hlas a hook- 
shaped barb 9 but lacks further branches as 
the beding forces on the gripping means 6 
are smaller with this position of th* joint 
between main part 1 and gripping means 6. 

1 30 The invention is not of course lirhited to the 
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embodiments discussed above but is capable 
of wide variation as the skilled man will 
appreciate. 
Included as part of the disclosure of the 
5 present application are the entire contents of 
Swedish Patent Application No. 7811543-3 
from which priority is claimed, a certified copy 
end English translation of which Swedish Ap- 
plication is filed herewith. 

10 

CLAIMS 

1 . An extruded casing of thermoplastics 
material for fastening to a groove or recess in 
a support, which casing comprises a main 

1 6 part formed of foamed thermoplastics material 
and a gripping means for pressing Into the 
support groove or recess to fasten the casing 
thereto, which gripping means is formed of a 
stiffer thermoplastics material than the main 

20 part and i$ fixed to the main part by fusion 
and/or mechanical joining. 

2. A casing as claimed in claim 1, wherein 
the main part of the casing is provided with a 
groove or recess and the gripping means 

25 extends from the groove or recess out from 
the main part of the casing, the main pert and 
the gripping means being mechanically 
joined, 

3. A casing as claimed In claim 2, wherein 
30 the main pan and the gripping means are also 

joined by fusion. 

4. A casing as claimed in any one of 
claims 1 to 3, wherein the gripping means 
comprises e stem having thereon at least one 

35 barb for engaging in and exerting e pressure 
on the walls of the groove or recess in the 
support. 

5. A casing as claimed in claim 4, 
wherein the gripping means is provided whh a 
40 plurality of barbs formed in one piece with the 
remainder of the gripping means. 

6. A casing as claimed in any one of 
claims 1 to 5, wherein the gripping means 
has a shaped retaining part at an end thereof 

45 for fixing the gripping means to the main part. 

7. A casing as claimed in claim 6, wherein 
the gripping means has a main stem terminat- 
ing at one end in a retaining part of substan- 
tially circular cross-section, part of the stem 

50 and the whole of the retaining means being 
positioned within a corresponding by^sheped 
recess in the main part. 

8. A casing as claimed in any one of 
claims 1 to 7, wherein the m8in pan has one 

55 or more legs adapted to abut the support 
when the casing is in use. 

9. A casing as claimed in claim 8. wherein 
the gripping means is fixed to one of said one 
or more legs. 

60 10, A casing as claimed in claim 8 or 
claim 9, wherein each of said one or more 
legs is bevelled at on end thereof which, In 
use, abuts the support. 
11. A casing as claimed in any one of 

65 claims 8 to 10, wherein the main part has 
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two legs spaced apart. 

12. A casing as claimed in claim 1 1 , 
wherein the main part has an essentially U- 
shaped cross-section, the arms of the M U" 

70 constituting said legs. 

13. A casing as claimed in any one of 
claims 1 to 8, or in any one of claims 1 0 to 
1 2 other than when directly or indirectly de- 
pendent upon claim 9, wherein the gripping 

75 means is fixed to the main part at a mfddle 
section thereof. 

14. A casing as claimed in any one of 
claims 1 to 13, wherein the gripping means is 
formed of the same thermoplastics material as 

80 the main part, the material of the gripping 
means being stiffer as a consequence bf being 
less foamed than the material of the niein part 
or not foamed at all. 
1 Sfc A casing as claimed in any one of 

85 claims 1 to 1 4, wherein the material Of the 
main part and/or of the gripping meahs com* 
prises polyethylene, ABS-plastlc or polyvinyl 
chloride. 

16. A casing as claimed in claim 1 5, 

90 wherein the foamed thermoplastics material of 
the main part comprises polyvinyl chloride 
with wood flour as a filler and the stlfter 
thermoplastics material of the gripping means 
comprises unfilled and unfoamed polyvinyl 

95 chloride. 

17, An extruded casing substantially as 
hereinbefore described with reference™ and 
as illustrated in Figs. 1 to 4, Fig. 6, Fig. 6 or 
Fig. 7 of the accompanying drawings. 

1 00 1 8. A method for the manufacture of a 
casing as claimed in claim 1 comprising an 
extrusion process wherein the main part of the 
casing is extruded in a manner known! per se 
from a first die to which a thermoplastics 

105 material with added foaming agent is fed and, 
substantially simultaneously with the Extrusion 
of the main part, the gripping means is ex- 
truded from a second die to which is fed a 
thermoplastics material which is stiffer than 

110 the thermoplastics material fed to the first die 
(when compared in the solidified state). 

1 9. A method as claimed in claim 18. 
wherein a larger volumetric amount of ther- 
moplastics material per unit surface acea of 

115 die is fed to the second die than is fe$ to the 
first die. 

20. A method as claimed in claim. 1 8 or 
claim 1 9, wherein material from the first die 
forms a main part with a groove or recess 

1 20 therein and part of the material from the 
second die is extruded into the groove; or 
* recess of the main part. 

21 . A method as claimed in claim 20. 
wherein the part of the gripping mear|a which 

1 25 is extruded into the groove or recess *f the 
main part la extruded at a larger volurno 
amount of thermoplastics material per unit 
surface area of die than the material df the 
remainder of the gripping means. 

1 30 22. A method as claimed in claim 1 8 and 
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substantially as hereinbefore described. 

23. Apparatus intended or adapted for the 
performance of a method as datmed in claim 
18 and comprising an extruder having con- 

5 veylng means end hosting mean* for each of 
the two Thermoplastics materials, an extruder 
head f or substantially parallel conveyance of 
said materials and forming apparatus for form- 
ing the extruded product. V- ^ 

1 0 24. Apparatus as claimed in claim 23 also 
comprising calibrating means f or final shaping 
of the extruded product. 

25. Apparatus 83 claimed in claim 23 or 
claim 24, wherein tha forming apparatus com- 

16 prises at least two dies separated by a parti- 
tion wall which is shorter than the length of 
the forming apparatus and positioned such 
that said materials are brought into contact 
with each other before leaving the forming 

20 apparatus. ' 

26. .Apparatus as claimed in any one of 
claims 23 to 26, wherein the forming appa- 
ratus is adapted to feed the material of the 
gripping means at a greater speed adjacent 

25 the eventual area of contact between the 
materials.;* 

25. The use of a casing as claimed in any 
one of claims 1 to 1 7 In building construc- 
tion. 

30 26. The use of a casing as claimed in any 
one of claims 1 to 1 7 in a window or door 
- frame. 

Ptiawf (pf H*f M»)#lty*i Stitkjwy Qific* 
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